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What is claimed is : 
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Process for the production of a component c/nsisting of a 
fiber reinforced material, wherein liquid/resin is 
supplied to a semifinished fiber article/by way of 
application by vacuum pressure, characterized in that a 
hea t curing resin is used as resin an/ that application 
by vacuum pressure and temperature a^e controlled such 
that in relation to the liquid res/n the boiling point 
curve of the resin is not exceede; 

Process as defined in claim 1, /characterized in that the 
Froceb / . pnntrolled via a vacuum 

application by vacuum pressur^ controlled v 

pump during the resin infiltration. 


Process as defined in claiAAl or 
vacuum pressure is appli/d/tt a 
serving to supply resin/to 
article 


2, ^characterized in that 
stribution fabric 
emifinished fiber 


Process as defined L any Vne of the preceding claims, 
characterized in t/at the pressure following the resin 
infiltration is mLured at a distribution fabric serving 
to supply resin/o the semifinished fiber article. 

Process as d/ned in claim 4, characterized in that one 
or several Jessure sensors are brought into operative 
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connection with the distribution fabric following the 
resin infiltration of the workpiece. 

Process as defined in claim 5, characterized/in that the 
operative connection is interrupted prior and during 
the resin infiltration of the workpiece. 

Process as defined in any one of the preceding claims, 
characterized in that the semifinished fiber article is 
placed in a mold during the resin infiltration. 

Process as defined in claim 7, characterized in that the 
temperature of the mold is controlled. 

Process as defined in any one/f the preceding claims, 
characterized in that a plurality of temperature sensors 
are arranged at a vacuum fojfl. 


Process as defined in 
characterized in that ti 
respect to the tempera 
the resin. 


the preceding claims, 
ire is adjusted with 
bpendence of the viscosity of 


Process as defined L cjaim 10, characterized in that a 
resin inf iltration/takes place in an injection phase at a 
certain temperatu/e or in a certain range of 
temperatures, th4 resin thereby having such a viscosity 
that an essentially uniform resin front is formable. 


Process as d/fined in claim 10 or 11, characterized in 
that the'te/perature is adjusted such that the viscosity 
of the res/n is in the range between 10 mPas and 1000 
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mPas . 
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13. 


14, 


15. 


16, 


17, 


18, 


19. 


Process as defined in any one of the preceding claims, 
characterized in that a reduction in the application by 
vacuum pressure is brought about in a curing phase 
following an injection phase. 

Process as . defined in claim 13, characterized in that an 
increase in temperature is brought ab/ut in the curing 
phase following the injection phase J 

Process as defined in any one of Vne preceding claims, 
characterized in that the temper/ture is increased in a 
curing phase, the resin bein^/mpletely cured during 
said phase. 


Process as defined in c 
temperature is increased 
phase. 

Process as defined in 
that the temperature 
phase 1 "following an infie 


Lin. i 


iracterized in that the 
;ion to an- injection • 


aim 15 or 16, characterized in- 
increased in relation to a curing 
:tion phase.. 


Process as defined An any one of the preceding claims, 
characterized in tibat the temperature is adjusted such 
that a certain processing, period or a certain processing 
period range is Specified for the resin. 

Process as denned in claim 18, characterized in that the 
temperature Js adjusted such that the processing time of 
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20. 


21. 


22. 


23. 


24. 


the resin is adapted to a workpiece size. 

Process as defined in any one of the preced/ng claims, 
characterized in that a process monitorin/ with respect 
to resin infiltration and resin curing ii carried out. 

Process as defined in any one of the /receding claims, 
characterized in that the resin is pte-aged prior to the 
infiltration to increase the viscosity. 

Process as defined in any one of/ the preceding claims, 
characterized in that a resin t/rap is provided for making 
a uniform application by vacuum pressure possible after 
the resin infiltration and e/sentially preventing any 
removal of the resin by^c/ion during a curing phase of 
the resin. 


Process as defined 
resin trap comprise 
such a large intern il 
are able to rise wit 
extraction chamber 


Process as define^ 
extraction ch 
resin for the 


im 22, characterized in that the 
es traction guide means having 
fter that air and gas bubbles 
out resin being pressed into an 


pi claim 23, characterized in that the 
r is formed .in a storage vessel for 
sin injection. 


25. 


Process as defined in any one of the preceding claims, 
characterize/ in that a distribution fabric serving as a 
flow aid toL the supply of resin to the semifinished 
fiber article is no longer operative after a certain 
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distance in relation to a workpiece edge. 


Process as defined in claim 25, character/zed in that the 
distance is in the range of between 10 mm to 50 mm. 

Process as defined in claim 25 or 26,/characterized in 
that the distribution fabric ends before the given 
distance . 

Process as defined in claim 25 ok 26, characterized in 
that a cover film is provided between workpiece and 
distribution film for limit in/ the effectiveness of the 
distribution fabric. 

Process as defined in anyone of the preceding claims, 
characterized in tha*v the/ distribution fabric serving as 
a flow aid during t^e Wpply of resin is cut in relation 
to a workpiece edie in/order/to control the angular 


course of the flo 

Process as defin* 
edge end is seali 


fri 


sbf the resin. 


n claim 29, characterized in that an 


Process as definid in any one of the preceding claims, 
characterized ifa that one or several vacuum ports are 
provided, vac/im pressure being applied to the workpiece 
via said por/ or ports and said port or ports being 
connected td one or several vacuum pumps. 

Process a? defined in claim 31, characterized in that one 
vacuum p/rt is arranged in an area last reached by a flow 


front of the injected resin. 


Process as defined in claim 31 or 32, characterized in 
that one vacuum port is designed as a resii/ trap able to 
accommodate a certain amount of resin in ^rder to prevent 
resin passing into a vacuum system. 

Process as defined in claim 32, characterized in that the 
vacuum port is connected via distribution fabric to an 
underside of the semifinished fiber/article. 

Process as defined in any one of /claims 31 to 34, 
characterized in that a connect/on of the vacuum port to 
a vacuum foil is sealed- 


Process as defined in claim 
that the distribution fabric i 
workpiece edge. 


Process as defined in cl< 
film is arranged betweej 

Process as defined in/any 


or 35, characterized in 
sealed in relation to a 



characterized in that a 
ion fabric and seal. 


distr/ibut 


one of claims 31 to 37, 


characterized in thai the vacuum port is sealed in 
relation to the worfcpiece. 


Process as define? 
characterized in 
workpiece edge 


in any one of the preceding claims, 
'that a resin brake is arranged at a 


Process as de/ined in claim 39, characterized in that a 
first connec/ion for the application by vacuum pressure 


• 
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is arranged in front of a resin brake in relation to the 
semifinished fiber article and a second conne/tion is 
arranged behind a resin brake. 

Process as defined in any one of the preceding claims, 
characterized in that a process monitor/ng is carried out 
by means of ultrasound acting on the vjorkpiece. 

Process as defined in any one of th£ preceding claims, 
characterized in that a polyaddit^on resin is used as 

heat curing resin. 

Process as defined in any one U the preceding claims, 
characterized in that the rein supply speed of resin 
from a resin store to the semifinished fiber article is 
controllable. 


Apparatus for carryin 
one of the preceding 
vacuum port (30; 4 6a, 
pressure to a workpi 
port is designed as 


the pre 


urn 
16b, 


apm 


[8< 


icess as defined in any 
ising at least one 
a, 48b) for applying vacuum 
Characterized in that the vacuum 
resin trap able to accommodate a 
certain amount of /elin in order to prevent resin from 
passing into a va/uui^ system (24, 28) connected to the 
vacuum port. 

Apparatus as d/fined in claim 44, characterized in that 
the vacuum po/t (30) is connected to a vacuum pump (24) . 

Apparatus a/ defined in claim 45, characterized in that 
an operati/e connection of the vacuum port (30) with the 
vacuum pui (24) is adapted to be interrupted in a 
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controllable manner. 


Apparatus as defined in any one of claims/4 to 46, 
characterized in that the vacuum port (3SS) is 
positionable on a distribution fabric (44; 84), resin 
being suppliable to the semifinished /iber article (12) 
by means of said fabric. 

Apparatus as defined in claim 4 7, /character! zed in that 
the distribution fabric (84),. or/which the vacuum port 
(30) is positioned, is arrange/ beneath the semifinished 
fiber article (12) in relatio/ to a supply direction of 
the resin. 

Apparatus as defined in c^im 47 or 48, characterized in 
that the vacuum port/W has a contact flange (32) for 
the positioning oWhi distribution fabric (44). 


Apparatus as defiiL 
characterized in t 
chamber (36) for 


Apparatus as def 



.y one of claims 44 to 49, 
vacuum port (30) comprises a 


:ommodating resin. 


hed in any one of claims 44 to 50, 
characterized in/ that the vacuum port (30) is 
positionable Jot within a distance to an edge (42) of 
workpiece lasi/ reached by a flow front of the injected 
resin. 

Apparatus a4 defined in any one of claims 44 to 51, 
character/zed in that a storage vessel (70) for the 
supply ol resin is adapted to be used as resin trap. 
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53. Assembly for the production of a component consisting of 
a fiber reinforced material by means of resin 
impregnation of a semifinished fiber article/ (12), 
comprising 

a mold (10) ; 
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54, 


55. 


a vacuum foil (38) for producina/a vacuum chamber 
(78), the semifinished fiber a/ticle (12) being 
positionable on the mold (lo/in said vacuum chamber, 
wherein vacuum pressure is ^appliable to the vacuum 
chamber (7 8) and 

a device (70, 16) / ^or Supplying liquid resin to the 
semifinished fiber 


characterized in 
temperature are 
impregnation suclj 
the boiling poir 


lat 


Assembly as defy 
the resin is 


;icle (12), 


Lpplicafclbn 


by vacuum pressure and 
mt/cjllakfle during the resin 

in relation to the liquid resin 
r^e is not. exceeded. 


ned ih claim 53, characterized in that 
heat curing resin. 


Assembly as /defined in claim 53 or 54, characterized in 

that a dis/ribution fabric (44) is arranged between 

semifinished fiber article (12) and vacuum foil (38) as. a 
flow aid/f or the resin. 


